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HANDLE AND HANDLE 

(57)Abstract: 

PURPOSE: To make molding stability favorable at 
the time of mass production and a handle hard to 
come off at the time of use, by a method wherein a 
separate body handle possessing a fitting piece and 
a positioning hole is fitted to a handle fitting recessed 
part of a designated position of a cavity surface of a 
belly part mold by a positioning pin and position slip 
preventive recessed part and simultaneously with 
molding of a bolt main body integral molding is 
performed. 

CONSTITUTION: A separate body handle 100 
constituted of a fitting piece 120 fitting in a bolt main 
body, a handle part 110 possessing a positioning 
hole 130 through which a positioning pin of a mold is 
penetrated and a fitting projection 140 is made. The handle 100 is fitted to a handle fitting 
recessed part 320 which is provided on the center of the upper part of a cavity 310 of a 
rear side belly part mold 300 of a biaxially oriented blow mold and possessing a projecting 
positioning pin 330 and position slip preventive recessed part 321. Then the rear of a fitting 
piece 120 is supported by the tip of the positioning pin 330 and deformation by a blow 
pressure during molding is prevented from being generated. Then mold clamping is 
performed by suspending a heated preform in a neck part mold 500 and the preform is 
orientated in a longitudinal direction by an orientation rod. 
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CLAIMS 



[Claim(s)] 

[Claim 1] The manufacture approach of the bundle deposit biaxial-stretching-blow-molding bottle 
characterized by to equip a handle wearing crevice with the locator pin and the location gap 
prevention crevice where the drum-section metal-mold cavity side of biaxial-stretching-blow- 
molding metal mold projects the handle of another object which consists of a bundle hand part which 
has the tooling holes which the locator pin of the fitting child who attaches the handle of another 
object in the body of a bottle in the biaxial-stretching-blow-molding method which carries out insert 
molding, and metal mold penetrates in the body of a bottle, and to carry out the biaxial stretching 
blow molding of the body of a bottle the back. 

[Claim 2] The handle characterized by having the fitting child who uses for the manufacture 
approach of a bundle deposit biaxial-stretching-blow-molding bottle according to claim 1, and who 
is attached in the body of a bottle, and a bundle hand part with the tooling holes which the gage pin 
of metal mold penetrates. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture approach of the bundle deposit 
biaxial-stretching-blow-molding bottle used for liquid contents, such as a fruit-juice drink, a liquid 
seasoning, liquid detergent, and a developer. 
[0002] 

[Description of the Prior Art] Recently, inner capacity also becomes large and its need of a bundle 
deposit bottle 11. or more has been increasing as the bottle made from plastics expands applicability 
as a container of liquid contents. As an approach of attaching a handle to the bottle made from 
plastics What formed a part of bottle drum section in the crevice at the time of shaping of a bottle, 
and was made into the shape of a handle by the blow molding method from the former, What 
crushed and fabricated the parison (melting tubing-like molding material) of the handle inside, cut 
off the inside of this crushed handle, and formed the handle, or as indicated by JP,1- 13783 1,U etc., 
form fitting heights in a bottle drum section, and a handle to the approach of carrying out a fitting 
stop, and a pan at these heights As indicated by JP,63-95931,A etc., it was what carries out 
contiguity maintenance of preforming (heated closed-end parison) and the handle of another object 
correctly beforehand, conveys both in a biaxial-stretching blow molding die simultaneously, and 
fabricates a bundle deposit biaxial-stretching-blow-molding bottle. 
[0003] 

[Problem(s) to be Solved by the Invention] However, the bottle which formed a part of bottle drum 
section in the crevice, and was made into the shape of a handle had the problem on which cannot 
have easily at the time of an activity, and a front face tends to slide. As for the bottle with a handle 
which crushed, fabricated and cut off the handle inside and formed the handle, having applied was 
impossible because of the welding imperfection of the pinch-off (the fused parison eating welding 
section of the rim of the end section) which is possible for the interior of constraint of the 
configuration of the fabricating method, and a handle with the bottle by the drawing prow fabricating 
method for having used polyethylene terephthalate etc. for construction material. Moreover, the 
approach of forming fitting heights in the bottle drum section indicated by JP,1-137831,U etc., and 
carrying out the fitting stop of the handle had the difficulty on shaping in forming the fitting heights 
of a bottle drum section firmly, and had a fear of a handle separating at the time of an activity. 
Moreover, in order that the approach of conveying simultaneously the handle of the parison 
indicated by JP,63-95931,A and another object in a biaxial-stretching blow molding die, and 
fabricating a bundle deposit biaxial-stretching-blow-molding bottle might make a parting line 
straddle a metal mold cavity side and might equip it with the handle of another object, it was what 
the remains of a parting line of a lengthwise direction remain in the transverse-plane side of the 
fabricated bottle, and spoils the appearance of a bottle. The shaping stability of this invention at the 
time of mass production is good, there is no fear of separating at the time of a handle activity, 
moreover, there are no remains of a parting line and an appearance provides a bottle transverse-plane 
side with the manufacture approach of a good bundle deposit biaxial-stretching-blow-molding bottle. 

[0004] 

[Means for Solving the Problem] In the biaxial-stretching-blow-molding method the 1st this 
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invention carries out insert molding of the handle of another object to the body of a bottle As shown 
in drawing 1 , as shown in drawing 2 , the handle (100) of another object which consists of a bundle 
hand part (110) with the tooling holes (130) which the gage pin of a fitting child (120) and metal 
mold attached in the body of a bottle penetrates As a handle wearing crevice (320) with the 
projecting gage pin (330) and location gap prevention crevice (shown in 321 and drawing 4 ) of the 
drum section metal mold (300) cavity side (310) of biaxial-stretching-blow-molding metal mold is 
equipped and it is shown in drawing 5 the back It is the manufacture approach of the bundle deposit 
biaxial-stretching-blow-molding bottle (200) characterized by carrying out biaxial stretching blow 
molding of the body (210) of a bottle. 

[0005] The 2nd this invention is a handle characterized by having the fitting child who uses for the 
manufacture approach of the bundle deposit biaxial-stretching-blow-molding bottle of the 1st this 
invention, and who is attached in the body of a bottle, and a bundle hand part with the tooling holes 
which the gage pin of metal mold penetrates. 

[0006] As shown in drawing 3 , above-mentioned biaxial-stretching-blow-molding metal mold (10) 
usually consists of the drum section metal mold (300,400) and cervix metal mold (500) which are 
divided into two, and pars-basilaris-ossis-occipitalis metal mold (600), and it hangs preforming (700) 
heated to cervix metal mold, and it is mold clamp carried out. Within the biaxial-stretching-blow- 
molding metal mold by which it was mold clamp carried out, after this preforming is extended by the 
lengthwise direction with a drawing lot, air is blown into preforming and it is fabricated by the 
bottle. In addition, the molding materials used for biaxial stretching blow molding are polyethylene 
terephthalate, acrylonitrile system resin, polypropylene, a polyvinyl chloride, a polyvinylidene 
chloride, etc. 

[0007] Moreover, even if an inserter performs mechanically wearing to the handle wearing crevice 
of the drum section metal mold cavity side of the handle of another object, it is good in a line human 
by hand. And a vacuum hole (380) as shown in drawing 4 depending on a configuration on a knob 
may be prepared in the suitable location of a handle wearing crevice (320), and you may attract the 
handle of another object, and may also prevent a location gap of the handle at the time of shaping. 
[0008] Moreover, although obtained by fitting of the peripheral wall of the body of a bottle, and a 
fitting child on a knob, every time the sticking tendency with the body of a bottle of the handle of 
another object accepts the need, it may prepare a fitting projection and the fitting section in the 
contact section with the peripheral wall of the body of a bottle of handles other than a fitting child. In 
addition, the fitting section with the peripheral wall of a fitting child's body of a bottle prepares only 
the need number in the four way type of a fitting child's four directions (where a handle is attached in 
a bottle). 

[0009] And although the construction material of the body of a bottle and the resin of a same system 
are desirable when the collection after thermal melting arrival nature with the body of a bottle or an 
activity by type is taken into consideration, other construction material may be used for the 
construction material of the handle of another object. 
[0010] 

[Function] In the manufacture approach of the bundle deposit biaxial-stretching-blow-molding bottle 
of this invention, in order to attach the handle of another object in the gage pin of the handle wearing 
crevice in drum section metal mold, and a location gap prevention crevice, an exact location is 
equipped firmly, moreover, the tooth back of a fitting child on a knob is supported at the head of a 
gage pin, a location gap is produced at the time of shaping of the body of a bottle, or deforming by 
blow ** decreases extremely. 

[001 1] Moreover, the fitting child is formed in the peripheral wall side of the body of a bottle on a 
knob, and since the fitting section of the plurality of the direction of a four way type of this fitting 
child's four directions (in the condition of having attached the handle in the bottle), and the 
peripheral wall of the body of a bottle have fitted in firmly, a sticking tendency with the peripheral 
wall of the body of a bottle of the handle of another object becomes very good. For this reason, while 
using a bottle, a handle can separate from a bottle, or it can prevent being shaky. 
[0012] Moreover, since the handle wearing crevice formed in the predetermined location of the 
cavity center section of drum section metal mold is equipped with the handle of another object and 
the body of a bottle is fabricated, when the marks of the parting line of the drum section metal mold 
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of the fabricated bundle deposit biaxial-stretching-blow-molding bottle make a bundle net income 
attachment side the rear-face side of a bottle, it is formed in the left and right laterals of a bottle drum 
section, and there are no marks of a parting line in the bottle drum section by the side of a front face. 
[0013] 

[Example] First, in order to produce the handle of another object concerning this example, the handle 
(100) of another object which consists of a bundle hand part (110) with the tooling holes (130) which 
the gage pin of a fitting child (120) and metal mold attached in the body of a bottle shown in drawin g 
1 penetrates, and a fitting projection (140) was produced using polyethylene terephthalate with the 
injection making machine. 

[0014] Next, as shown in drawing 2 (a), the handle wearing crevice (320) with the projecting gage 
pin (330) and location gap prevention crevice (shown in 321 and drawing 4 ) which were prepared in 
the center of the upper part of the cavity (310) of the rear-face side drum section metal mold (300) of 
biaxial-stretching-blow-molding metal mold was equipped with the handle (100) of produced 
another object as shown in drawing 2 (b). In addition, the vacuum hole (380) as further shown in 
drawing 4 was prepared in this handle wearing crevice, and it adsorbed so that a handle might not 
cause a location gap at the time of shaping. Moreover, a fitting child's (120) tooth back was 
supported at the head of a locator pin (130), and deformation by blow ** under shaping was 
prevented. 

[0015] Next, as were shown in drawing 3 , and hung preforming heated to cervix metal mold, a mold 
clamp was performed, preforming was extended to a lengthwise direction with a drawing lot and it 
was shown in drawing 5 , blow molding of the body (210) of a bottle was carried out, and the bundle 
deposit biaxial-stretching-blow-molding bottle (200) was produced. In addition, although the bundle 
deposit biaxial-stretching-blow-molding bottle was continuously produced by the manufacture 
approach of the bundle deposit biaxial-stretching-blow-molding bottle of this this example, 
continuous-molding nature was good. 

[0016] In order to evaluate the produced bundle deposit biaxial-stretching-blow-molding bottle, as 
warm water is filled up with the restoration temperature of 40-degreeC, pour opening is sealed with a 
cap and it is later shown in drawing 6 through the usual negotiation process after cooling Although 
inserted the right index finger (910), the middle finger (920), the third finger (930), and a digitus 
minimus (940) in the finger insertion crevice of the handle (100) of a bottle, and the handle is held 
with the thumb, and it shook with the bottle, or it unstopped and contents were discharged It fitted in 
firmly, and backlash was not produced on a handle and a fitting child's fitting section and bottle 
peripheral wall on a knob did not separate on it. Moreover, since there were no remains of a parting 
line formed at the time of shaping in the transverse-plane side of a bottle, the appearance of a bottle 
was good. 
[0017] 

[Effect of the Invention] According to the manufacture approach of the bundle deposit biaxial- 
stretching-blow-molding bottle of this invention, the handle of another object with a fitting child and 
tooling holes to the handle wearing crevice of the specified location of the cavity side of drum 
section metal mold in a gage pin and a location gap prevention crevice Since it is equipped firmly, is 
really fabricated by shaping of the body of a bottle, and coincidence and a bundle deposit biaxial- 
stretching-blow-molding bottle is manufactured, the bottle with which the shaping stability at the 
time of mass production was good with the bottle, and was moreover manufactured a fear of a handle 
separating at the time of an activity ~ there is nothing — a moreover and bottle transverse-plane side 
— the remains of a parting line of drum section metal mold — since — an appearance is very good. 

[Translation done.] 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] (b) is a top view on a knob, (a) is the sectional view of the handle of an example and (d) 
is [ (c) is a bottom view on a knob, and ] an A- A 1 sectional view on a knob. 
[Drawing 2] It is the top view of the biaxial-stretching-blow-molding metal mold by the side of 
bundle net income attachment in an example, and (a) shows the condition of having not equipped 
with the handle in metal mold, and (b) shows the condition when equipping the handle wearing 
crevice in metal mold with a handle. 

[Drawing 3] It is the sectional view showing the condition of having equipped with preforming and 
the handle of another object in the biaxial-stretching-blow-molding metal mold in an example. 
[Drawing 4] It is a B-B' sectional view in drawing 3 . 

[Drawing 5] It is the sectional view showing the condition of having carried out the drawing blow of 
the preforming within biaxial-stretching-blow-molding metal mold, and having fabricated the bundle 
deposit biaxial-stretching-blow-molding bottle of an example. 

[Drawing 6] It is the explanatory view showing the condition of a right finger being put into the 
handle of the bundle deposit biaxial-stretching-blow-molding bottle of an example, and a bottle 
being inclined, and pouring out contents from a bottle. 
[Description of Notations] 

10 .... Biaxial-stretching-blow-molding metal mold 

100 ....Handle 

1 10 .... Bundle hand part 

120 ....Fitting child 

121,141 .... Fitting section 

130 .... Tooling holes 

140 .... Fitting projection 

200 .... Bundle deposit biaxial-stretching-blow-molding bottle 

210 .... Body of a bottle 

220 .... Peripheral wall 

230 .... The remains of a parting line 

300,400 .... Drum section metal mold 

310,410 .... Cavity 

320 .... Handle wearing crevice 

330 .... Gage pin 

340,440 .... Parting surface 

350 .... Cervix metal mold fitting crevice 

360 .... Pars-basilaris-ossis-occipitalis metal mold fitting crevice 

370 .... Guide pin 

500 .... Cervix metal mold 

600 .... Pars-basilaris-ossis-occipitalis metal mold 
700 .... Preforming 
800 .... Contents 
910 .... Index finger 
920 ....Middle finger 
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930 .... Third finger 
940 .... Digitus minimus 



[Translation done.] 
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DRAWINGS 




[Drawing 6] 
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[Drawing 3] 
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